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(57) ABSTRACT 
A method of manufacturing a wound dressing or the like 
comprises the steps of a) providing a layer of Substrate 
material; b) extruding a curable hydrophobic gel precursor 
composition onto that Substrate material via one or more 
mobile applicators; and c) causing or allowing the hydro 
phobic gel precursor composition to cure to form a hydro 
phobic gel. Wound dressings or the like that can be manu 
factured by such a method comprise a layer of substrate 
material, the wound facing Surface of which carries bands of 
hydrophobic gel that are intermingled in a lattice-like 
arrangement. 
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METHOD 

This application is a national stage application under 35 
U.S.C. S371 from PCT Application No. PCT/GB2010/ 
051164, filed Jul. 16, 2010, which claims the priority benefit 
of Great Britain Application Nos. 09.12346.4, filed Jul. 16, 
2009, and O922263.9, filed Dec. 21, 2009. 
The present invention relates to a method of manufactur 

ing wound dressings. 
Different types of wound dressing are required to meet 

different clinical needs. However, one desirable character 
istic common to all wound dressings is that they should be 
able to be removed from the wound without causing pain 
and trauma to the patient. In order to meet this requirement, 
the skin-contacting Surface of dressings may be coated with 
hydrophobic gels, particularly soft silicone gels, which 
adhere readily to the dry skin Surrounding a wound, but do 
not stick to the moist wound surface itself and therefore do 
not cause pain or trauma upon their removal. As well as 
satisfying these principal requirements for use as the skin 
contact layer, there are several other intrinsic properties of 
Soft silicone that make it particularly advantageous for use 
in wound dressings. These properties are well-documented 
and include the fact that silicones are non-toxic, non 
allergenic or sensitising, do not shed particles or fibres into 
the wound, feel soft on the skin and are conformable yet 
robust. 

However, dressings having a continuous gel layer on their 
skin-contacting Surface only allow limited skin breathability 
and transmission of wound exudate away from the wound 
site. This necessitates more frequent re-dressing of a wound, 
which results in increased disturbance of the wound, which 
delays wound healing. It is therefore desirable to increase 
the ability of the dressing to transmit moisture away from the 
wound, which may be achieved by incompletely coating the 
skin-contacting Surface of the dressing with hydrophobic 
gel. Existing methods for applying an incomplete coating of 
hydrophobic gel to the skin-contacting Surface of dressings 
involve cutting or punching out sections of either the Sub 
strate material of the hydrophobic gel layer. Such methods 
complicate the manufacturing process and increase produc 
tion costs, as well as introducing the risk that particles or 
fragments of material may be created upon cutting, and then 
become detached in the wound, causing aggravation, a 
foreign body reaction or formation of an abscess. 
The method described in WO2009/047564 overcomes 

these shortcomings with the use of a rotogravure-type pro 
cess, where the desired distribution of the hydrophobic gel 
layer is engraved into a carrier Such as a cylinder, which then 
applies hydrophobic gel in that distribution to the substrate. 
However, this method is somewhat inflexible and cannot be 
readily adapted to provide different gel distributions. 

There has now been devised an improved method for 
applying hydrophobic gel to a wound dressing, which over 
comes or Substantially mitigates the above-mentioned and/ 
or other problems associated with the prior art. 

Therefore, according to the first aspect of the invention 
there is provided a method of manufacturing a wound 
dressing or the like, comprising the steps of 
a) providing a layer of Substrate material; 
b) extruding a curable hydrophobic gel precursor composi 

tion onto that substrate material via one or more mobile 
applicators; and 

c) causing or allowing the hydrophobic gel precursor com 
position to cure to form a hydrophobic gel. 
The principal benefit of the method of this invention is 

that it enables hydrophobic gel to be applied to the surface 
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2 
of a substrate in a wide variety of distributions. In particular, 
this method provides a simple and flexible method for 
applying a partial coating of hydrophobic gel to the Surface 
of a wound dressing or the like. A partial coating of 
hydrophobic gel on the skin-contacting Surface of a wound 
dressing or the like is particularly desirable as it enables the 
transmission of vapours, in particular water vapour, from the 
Surface of the skin, thereby minimising the risk of skin 
lesions caused by moisture accumulation. 
“Wound dressing or the like' is intended to mean a 

flexible and conformable article that is suitable and intended 
for application to the skin of a patient for medical purposes. 
Such articles may include articles that themselves have a 
therapeutic effect, as well as articles that do not themselves 
have a therapeutic effect but are intended to retain articles 
that do. 
To improve vapour transmission through the dressing in 

the regions that are not coated with hydrophobic gel, the 
substrate is preferably a vapour permeable (ie “breathable') 
material. 
The substrate material preferably has an irregular surface 

that allows hydrophobic gel to adhere to it effectively. 
Preferred materials with irregular surfaces are plastic sheet 
materials such as melt-blown plastics sheets, including 
melt-blown polyurethane, and foams, such as polyurethane 
foam. 
The substrate may be a breathable film, which is prefer 

ably also waterproof, ie liquid-impermeable. Suitable mate 
rials include plastic films, particularly polyurethane films. In 
order to provide for enhanced adhesion of the hydrophobic 
gel to such a Substrate, the plastics film may be bonded to a 
material having an irregular surface structure, for instance a 
layer of melt-blown material, eg melt-blown polyurethane, 
such that the substrate has a two-ply structure. The hydro 
phobic gel is applied to the irregular material, so that it 
penetrates into that material and so becomes bonded to that 
material. 

In other embodiments of the invention, the substrate is a 
layer of absorbent foam material. The foam material is 
preferably absorbent foam, particularly polyurethane foam. 
The thickness of the foam layer may typically be between 

1 mm and 10 mm, more commonly between 2 mm and 6 
mm, and preferably about 4 mm. 

Active ingredients may be incorporated into the foam 
layer and/or into the layer of hydrophobic gel, either during 
or after manufacture. Such active agents may include agents 
that aid healing, prevent or reduce malodour, minimise pain, 
or prevent or treat infection. In particular, the foam may 
include an antimicrobial agent Such as silver or honey. 
The foam material may carry a layer of liquid-imperme 

able material on the side opposite to the gel layer. This 
liquid-impermeable layer acts as a barrier to prevent escape 
of fluid Such as wound exudate from the dressing, thus 
keeping the outer Surface of the dressing dry. The liquid 
impermeable layer preferably also covers the exposed foam 
material around the edges of the dressing, or else the edges 
are otherwise sealed, eg by compression and/or heat-sealing. 
To improve vapour transmission, this material is also pref 
erably vapour-permeable. This layer is preferably a liquid 
impermeable, vapour-permeable, plastic film, particularly 
polyurethane film. 
The liquid impermeable layer may extend beyond the 

edges of the foam material, forming a border around the pad. 
In this case, the skin-facing Surface of the border is coated 
with adhesive, such as acrylic adhesive, so when the dress 
ing is applied to a patient the liquid impermeable layer 
adheres to the skin around the periphery of the foam pad. 
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This provides a dressing that adheres more strongly to the 
skin and more effectively seals the wound site, preventing 
wound exudate escaping or contaminants entering the 
wound. In this embodiment it is particularly preferable that 
the liquid impermeable layer is a vapour permeable material, 5 
Such as polyurethane film. 
The curable hydrophobic gel precursor composition is 

preferably a curable silicone gel precursor composition. 
Silicone gels that are Suitable for forming the skin-contact 
ing Surface of a wound dressing may be formed by a reaction 10 
between two components that are mixed to form a curable 
precursor composition. Suitable components that are 
intended for such reaction to form a curable precursor 
composition are readily available commercially. Typically, 
the precursor composition is formed of a mixture of a vinyl 15 
Substituted silicone and a hydride-containing silicone. 
The properties of a hydrophobic gel may be modified by 

varying the proportions or nature of the components of the 
precursor composition. For example, the molecular weights 
of the various components and/or their degree of Substitution 20 
by reactive groups may be different. 

The properties of silicone gels that make them suitable for 
use on the skin-contacting Surface of a wound dressing are 
well-documented. In particular, silicone gels exhibit excel 
lent releasable adhesion to the skin, and this and other 25 
advantages and benefits of skin contact layers comprising 
layers of silicone gel are particularly well-documented for 
wound dressing applications. For example, silicone gels are 
soft, tactile and conformable. They exhibit good adhesion to 
dry skin and, particularly importantly, low adherence to an 30 
underlying wound. Thus, the dressing can be applied to a 
wound and subsequently removed without causing trauma to 
the wound. Silicone gels are adhesive but do not leave fibres, 
residue or tack when removed. 

According to the method of this invention, the precursor 35 
composition is applied to the Substrate via one or more 
mobile applicators. Each applicator generally comprises a 
housing having one or more inlet ports, into which the 
precursor composition enters the applicator, and one or more 
outlet ports, through which precursor composition is dis- 40 
pensed from the applicator. There are generally multiple 
outlet ports on each applicator, so the precursor composition 
can be simultaneously dispensed onto multiple regions of 
the substrate surface. 

The precursor composition is generally supplied to the 45 
one or more applicators via a Supply conduit. The Supply 
conduit must generally be able to accommodate the motion 
of the applicator to which it is connected. This is preferably 
achieved by forming the conduit from a flexible material, 
Such as a flexible plastics material. 50 
Where multiple outlet ports are present, it is preferable 

that the one or more applicators further comprise an internal 
reservoir that is in communication with all inlet and outlet 
ports, such that precursor composition entering each appli 
cator passes into the reservoir before it exits the applicator 55 
via the outlet ports. This ensures that the pressure of the 
precursor composition is even across all outlet port, so the 
precursor composition is dispensed evenly from each. 
The housing of each applicator may be any desired shape 

that enables the application of precursor composition onto a 60 
substrate in the required distribution. However, in preferred 
embodiments of this invention, the housing is elongate and 
in particular is cylindrical. 
The outlet ports may be arranged regularly or irregularly 

on the surface of the housing. However, in preferred 65 
embodiments of this invention, the outlet ports are regularly 
spaced and arranged in a single straight row. 

4 
The motion of the one or more applicators is generally 

brought about by an actuation means that is coupled to each 
applicator. Although the actuation means may take any form 
that is capable of bringing about the motion of the one or 
more applicators, it is preferably carried out by a precise 
mechanical means preferably under the control of a com 
puter to ensure the accuracy and repeatability of the process. 
The motion of the one or more applicators may take any 

form that enables the application of the precursor composi 
tion onto a substrate in the desired distribution. The motion 
is preferably of the whole of the applicator, but may be of 
only part of the applicator (ie the part of the applicator that 
carried the outlet ports). 

In preferred embodiments of this invention where the one 
or more applicators are elongate in shape, the one or more 
applicators preferably oscillate, ie undergo reciprocating 
motion, along their longitudinal axis. 
The method of this invention is preferably carried out as 

a continuous process on a production line, with the Substrate 
being continuously carried along the line on one or more 
conveyor belts or the like. In this instance, the applicators 
are preferably positioned above the production line, dispens 
ing precursor composition onto the Substrate Surface as the 
Substrate passes along the line. 

In a preferred embodiment, the applicator(s) undergo 
reciprocating motion in a direction that is substantially 
transverse to the direction of travel of the substrate. 
The applicators preferably apply precursor composition to 

the substrate continuously. Thus, where the substrate is 
continuously carried along a production line, the precursor 
composition forms a continuous band on the Surface of the 
substrate as it is dispensed from each outlet port. As the 
precursor composition as applied to the Substrate, the motion 
of the applicators is preferably such that the bands inter 
mingle and form a lattice-like arrangement. This arrange 
ment is most preferable as, once the precursor composition 
is cured, the resulting gel layer has greater strength and is 
less likely to delaminate. 
The precursor composition must be of sufficient viscosity 

to remain substantially in the desired distribution once it has 
been applied to the substrate. Precursor compositions of 
insufficient viscosity may spread out following application 
to the Substrate, covering a greater proportion of the Sub 
strate surface than is desired. In addition, where the substrate 
is absorbent foam, the precursor composition must also be of 
sufficient viscosity to prevent its absorption into the surface 
of the foam. The viscosity of the precursor composition must 
also not be so great that it causes complications to the 
application process. Such as clogging of the applicator. 
The percentage of the surface area of the substrate that is 

coated with precursor composition prior to curing is gener 
ally 10% to 95%, preferably 40% to 90%, more preferably 
50% to 80%, and most preferably 60% to 75%. 

Following its application to a Substrate, the precursor 
composition is cured, preferably by exposure to infra-red 
radiation, generally carried out with the use of medium 
wave infra-red heaters. The properties of the resulting 
hydrophobic gel can be altered by varying the length of time 
the coated substrate is exposed to the medium-wave infra 
red heaters. The exposure time is typically between 5 and 15 
minutes. Where the method is carried out as a continuous 
process, the coated Substrate may be carried under banks of 
infra-red heaters on a conveyor system. 

Following curing, the wound dressing material may be 
left as a single large sheet which can then be cut to size by 
the patient or medical practitioner, depending on the size and 
shape of the wound. However, the wound dressing material 
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will generally be cut into a range of sizes following manu 
facture, to allow for immediate application to a wound. 
Pre-cut dressings may be further trimmed prior to applica 
tion, if required. 

The wound dressing material may also be incorporated 5 
into a composite wound dressing. For example, the wound 
dressing material may be cut to a suitable size and a liquid 
impermeable material applied to the Surface opposite to the 
gel layer. This liquid impermeable material may extend 
beyond the edges of the wound dressing material and be 
coated with adhesive on its skin-facing Surface to provide 
additional adhesion to the patient when the dressing is 
applied. 
Wound dressings or the like produced according to this 

invention are generally packaged in individual sterile pack- 15 
aging. Sterilisation may be carried out by exposure to 
ethylene oxide or by gamma-irradiation, both of which are 
commonly used to sterilise wound dressings and the like. 
A protective release liner is also preferably applied to the 

hydrophobic gel layer, which may be removed to expose the 
hydrophobic gel immediately prior to use. The release liner 
is most preferably formed in such a way as to be readily 
grasped and removed, eg by having one or more projecting 
tabs. 

Currently preferred embodiments of the invention will 
now be described in greater detail, by way of illustration 
only, with reference to the accompanying drawings, in 
which 

FIG. 1 is a cross-sectional view of the first embodiment of 
a wound dressing produced according to the method of this 30 
invention; 

FIG. 2 is a perspective view of a second embodiment of 
a wound dressing produced according to the method of this 
invention; 

FIG. 3 is a cross-sectional view of the second embodiment 35 
of a wound dressing produced according to the method of 
this invention, taken along axis A-A shown in FIG. 2; 

FIG. 4 is a perspective view of a third embodiment of a 
wound dressing produced according to the method of this 
invention; 

FIG. 5 is a cross-sectional view of the third embodiment 
of a wound dressing produced according to the method of 
this invention, taken along axis A-A shown in FIG. 4; 

FIG. 6 is a plan view of an apparatus for performing the 
method of this invention; and 

FIG. 7 is a transverse cross-section of a mobile applicator 
used to perform the method of this invention. 

Referring first to FIG. 1, there is depicted a first embodi 
ment of a wound dressing according to the method if this 
invention, generally designated 1. The dressing 1 is formed 
of a Substrate comprising a liquid impermeable backing 
layer 6, which is bonded to a layer of melt-blown polyure 
thane 3 by a layer of acrylic adhesive 5. A layer of hydro 
phobic gel consisting of a lattice of interwoven gel bands 8 
is applied to the melt-blown polyurethane layer 3. The 
arrangement of the gel bands 8 is not apparent from FIG. 1, 
but is similar to that shown in relation to other embodiments 
in FIGS. 2 and 4 below. Uncoated regions 9 of the substrate 
material are present between the bands 8. 

Referring now to FIGS. 2 and 3, there is depicted a second 
embodiment of a wound dressing produced according to the 
method of this invention, generally designated 10. The 
dressing 10 is formed of a Substrate 2, comprising an 
absorbent foam layer 4 with a liquid impermeable backing 
layer 6 fastened to one surface with a layer of acrylic 
adhesive 5. The surface of the foam layer 4 opposite the 
backing layer carries a layer of hydrophobic gel consisting 
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6 
of a lattice of interwoven gel bands 8. Uncoated regions 9 of 
the foam layer 4 are present between the bands 8. 

Referring now to FIGS. 4 and 5, there is depicted a third 
embodiment of a wound dressing produced according to the 
method of this invention, generally designated 11. The 
dressing is formed of a Substrate 2 comprising an absorbent 
foam layer 4 having a layer of hydrophobic gel consisting of 
a lattice of interwoven gel bands 8 on one Surface and a 
liquid impermeable backing layer 16 fastened to the oppo 
site surface with a layer of acrylic adhesive 15. The backing 
layer 16 extends beyond the edges of the foam layer 4, 
forming a border 7 around the foam layer 4. The adhesive 15 
completely covers one surface of the liquid impermeable 
backing layer 16 such that the foam pad can be fastened to 
the centre of the backing layer 16 and the skin-facing Surface 
of the border 7 is coated with adhesive 15. In use, the 
dressing 11 is applied to a wound Such that the silicone 
coated foam layer 4 covers the wound and the border 7 of the 
backing layer 16 is adhered to the skin of the patient around 
the perimeter of the wound to provide stronger dressing 
adhesion and more effective sealing of the wound environ 
ment, preventing the escape of wound exudate or the entry 
of contaminants into the wound. 

Although it should be appreciated that the bands 8 may be 
formed into any arrangement, including into a parallel, 
non-intermingling arrangement, a lattice-like arrangement is 
particularly advantageous as it improves the strength of the 
gel layer, reducing the chance of delamination. 
When in place over a wound, the uncoated regions 9 of the 

absorbent foam 4 are exposed to the wound Surface and are 
able to absorb wound fluid. This absorption of the wound 
fluid leads to the expansion of the foam 4 in the uncoated 
regions 9 into the gaps between the gel bands 8. 

FIG. 6 depicts a plan view of an apparatus for performing 
the method of this invention, generally designated 20. This 
apparatus 20 comprises a conveyor system 22 having a 
looped belt 24, and two mobile applicators positioned above 
the conveyor System 22, each applicator comprising an 
elongate housing 32 coupled at each end to mountings 34. 
The motion of the applicators (indicated by arrows C) is 
brought about by a suitable actuation means (not shown) 
acting upon the mountings 34. The direction of motion of the 
conveyor is indicated by arrow B. 

FIG. 7 depicts a longitudinal cross-section of an applica 
tor 30. The applicator 30 comprises an elongated housing 32 
coupled at each end to mountings 34. The housing 32 
comprises an internal reservoir 36 that communicates with 
the exterior of the housing 32 via two inlet ports 38 that are 
connected to Supply conduits 40, and a multitude of outlet 
ports 39. 

In use, precursor composition is continuously supplied to 
the reservoir 36 via the supply conduits 40 and the inlet ports 
38, and is dispensed from the reservoir 36 via the outlet ports 
39. The introduction of the precursor composition into the 
reservoir 36 causes the even distribution of pressure 
throughout the interior of the applicator 30, ensuring the 
precursor composition is dispensed evenly from each outlet 
port 39. The rate at which the precursor composition is 
dispensed from the outlet ports 39 can be altered by varying 
the rate at which it is supplied to the reservoir 36. 

Motion of the applicators 30 (indicated by arrow C) is 
brought about by any Suitable actuation means (not shown) 
acting upon the mountings 34. This motion takes the form of 
a continuous oscillation of the applicators along an axis that 
is transverse to the movement of the conveyor. The motion 
of the applicators 30 and the conveyor system 22 may be 
configured such that the bands of precursor composition laid 
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down by one applicator 30 intermingle with those laid down 
by the other applicator 30, to give a lattice-like arrangement 
of bands, as illustrated in FIGS. 1, 2 and 4. 
The supply conduits 40 are generally formed of a flexible 

material to allow their deformation to accommodate the 
motion of the applicators while the apparatus is in operation. 

In operation, a Substrate 2. Such as a pre-formed laminate 
consisting of an absorbent foam layer 4 with the liquid 
impermeable backing layer 6, is fed along a conveyor 24. 
Suction may be applied from beneath the belts to hold the 
Substrate 2 flat during at least the initial stages of the 
manufacturing process. 
The upper surface the substrate 2 is coated with the 

precursor composition as it is transported along the con 
veyor, via one or more applicators 30, which dispense the 
precursor composition onto the Substrate in a multitude of 
bands. Although the motion of the applicators may minimal 
as they apply the precursor composition to the Substrate Such 
that the bands of precursor composition that are applied to 
the Substrate are Substantially parallel and non-intermin 
gling, the applicators will generally continuously oscillate as 
they apply the curably mixture, such that the bands of 
precursor composition are intermingled. 
The precursor composition is preferably sufficiently vis 

cous to remain substantially in the distribution in which is it 
applied to the Substrate without spreading to form a con 
tinuous layer, or soaking into the foam layer. However, the 
precursor composition must not be so viscous that it causes 
complications in the application process. Such as clogging of 
the application apparatus. 

The operating parameters may be varied to produce the 
desired distribution of precursor composition on the Surface 
of the substrate. Variables that may be adjusted include, in 
particular, the viscosity of the precursor composition, the 
rate at which the precursor composition is dispensed, the rate 
of travel of the substrate and the speed and motion of the 
applicators 30. 
The coated Substrate then passes into a first curing stage 

and passes beneath a bank of medium wave infra-red heaters 
that operate continuously. The thermal energy from these 
heaters initiates the curing process, and in particular cures 
the upper Surface of the mixture, which maintains the 
structural integrity of the precursor composition during 
passage of the Substrate through a second, longer curing 
stage. In the second curing stage, the laminate passes 
beneath further medium wave infra-red heaters. Curing of 
the precursor composition, to form a layer of gel of the 
desired thickness and other properties, is completed during 
passage of the laminate through the second curing stage. At 
this stage the power of the infra-red heaters, the speed of 
passage through the various stages of the process, as well as 
the length of the curing stages may be varied to Suit the 
particular dressing being manufactured. Typically, the time 
taken for the laminate to pass through the curing stages is 
between 5 and 15 minutes. 

After completion of curing, a release liner is applied to the 
exposed Surface of the silicone gel layer. This may be 
achieved by conventional means, involving the feeding of 
the two components of the release liner from rollers and 
passing the two components over Suitable formers to intro 
duce the fold into the first component and to cause the two 
components to overlap to the desired extent. 

Finally, individual dressings are cut from the assembled 
laminate, and packaged and sterilised in a conventional 
a. 
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8 
The invention claimed is: 
1. A method of manufacturing a wound dressing or the 

like, comprising the steps of: 
a) providing a layer of Substrate material; 
b) extruding a curable hydrophobic gel precursor compo 

sition onto an upper Surface of the Substrate material 
via one or more mobile applicators such that the upper 
surface of the substrate material is partially coated with 
precursor composition, and Such that part of the upper 
surface of the substrate material is not coated with 
precursor composition; and 

c) causing or allowing the hydrophobic gel precursor 
composition to cure to form a partial coating of hydro 
phobic gel on the upper Surface of the Substrate mate 
rial, such that part of the upper surface of the substrate 
material is not coated with hydrophobic gel. 

2. A method as claimed in claim 1, wherein the substrate 
comprises a vapour-permeable, liquid-impermeable film. 

3. A method as claimed in claim 2, wherein the substrate 
comprises a polyurethane film. 

4. A method as claimed in claim 1, wherein the substrate 
comprises an absorbent foam. 

5. A method as claimed in claim 4, wherein the foam is 
polyurethane foam. 

6. A method as claimed in claim 4, wherein the foam has 
a thickness of between 1 mm and 10 mm, or between 2 mm 
and 6 mm. 

7. A method as claimed in claim 4, wherein the foam 
carries a vapour-permeable, liquid-impermeable layer on the 
side opposite the gel layer. 

8. A method as claimed in claim 7, wherein the vapour 
permeable, liquid-impermeable layer is polyurethane film. 

9. A method as claimed in claim 1, wherein the curable 
hydrophobic gel precursor composition is a curable silicone 
gel precursor composition. 

10. A method as claimed in claim 1, wherein the substrate 
or the hydrophobic gel contains an agent that aids healing, 
prevents or reduces malodour, minimises pain, or prevents 
or treats infection. 

11. A method as claimed in claim 10, wherein the active 
ingredient is an antimicrobial agent such as silver or honey. 

12. A method as claimed in claim 1, wherein the one or 
more mobile applicators comprise a housing having one or 
more inlet ports and one or more outlet ports. 

13. A method as claimed in claim 12, wherein the one or 
more mobile applicators have multiple outlet ports. 

14. A method as claimed in claim 12, wherein the one or 
more mobile applicators further comprise an internal reser 
voir. 

15. A method as claimed in claim 12, wherein the one or 
more mobile applicators are cylindrical in shape. 

16. A method as claimed in claim 12, wherein the outlet 
ports are regularly spaced and arranged in a single straight 
OW. 

17. A method as claimed in claim 1, wherein the one or 
more mobile applicators are movable through the action of 
a mechanical actuation means. 

18. A method as claimed in claim 17, wherein the one or 
more mobile applicators are movable in a reciprocating 
motion. 

19. A method as claimed in claim 18, wherein the recip 
rocating motion is in a direction that is transverse to the 
direction of travel of the substrate. 

20. A method as claimed in claim 1, wherein the method 
is carried out as a continuous process. 
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21. A method as claimed in claim 20 wherein the substrate 
is continuously carried on one or more looped conveyor 
belts or the like, with the one or more mobile applicators 
positioned above. 

22. A method as claimed in claim 1, wherein the appli 
cators apply the curable hydrophobic gel precursor compo 
sition to the Substrate continuously. 

23. A method as claimed in claim 22, wherein the curable 
hydrophobic gel precursor composition forms bands on the 
surface of the substrate. 

24. A method as claimed in claim 23, wherein the bands 
of curable hydrophobic gel precursor composition are inter 
mingled, forming a lattice-like arrangement. 

25. A method as claimed in claim 1, wherein the percent 
age of the substrate surface coated with curable hydrophobic 
gel precursor composition is between 10% and 95%, or 
between 40% and 90%, or between 50% and 80%, or 
between 60% and 75%. 

26. A method as claimed in claim 1, wherein the curable 
hydrophobic gel precursor composition is cured with the use 
of medium-wave infra-red heaters. 

27. A method as claimed in claim 26, wherein the curing 
process is carried out for between 5 and 15 minutes. 

28. A wound dressing or the like, produced by the method 
of claim 1. 
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